150 and 200 AMPERE 
“WASP” ARC 


8 BD Oa 





150 AMPERE 
WILSON ARC WELDER MODEL GA 150 


The 150 ampere “Wasp” Welder (Model GA 150) is de- 


200 AMPERE 
WILSON ARC WELDER MODEL GA 200 


The 200 ampere “Wasp” Welder (Model GA 200) meets the 


signed for handling work below the range of the standard 200 demand for a welder of larger capacity than the 150 ampere. 


ampere welder. ne ae ampere machine, however, has a Yet with a range of from, 25 to 250. amperes it will perform 
wide range, making it adaptable not only for the average 


ll ll hi i 
light material and very light work, but also for heavier work equally well: on thin sheets.and on:hesyy tastes ane COauey, 


not exceeding 200 amperes. It is of unusually compact con- It can be used up to its 250 ampere range on manual arc 
struction, requiring only 21 square feet of floor space. welding without any possible harm to the machine. 


Price $387.00 Price $444.00 
Accessories — 35.00 Accessories 45.00 
F.0.B. Winnipeg F.0.B. Winnipeg 


DISTINCTIVE FEATURES OF WILSON WELDERS 


Dual control is used. By means of a selector switch the entire range of the welding current is broken into three steps in the 
150 ampere welder, and into four steps in the 200 ampere welder. Fine adjustment is provided by a field rheostat having a 
calibrated dial. 


Polarity is changed from straight to reverse, or vice-versa, merely by interchanging the electrode and ground cables at the 


terminals, which are marked for polarity. 


The electrical efficiency of either unit is high compared to similar size units of other designs. Excellent commutation at all 
settings, plus the advantages of self-excitation and split-pole cross-field design, furnish a smooth flow of welding current at 


all settings, from minimum to maximum. 


Excellent ventilation makes possible unusual capacity and cool performance. Being a horizontal machine, the dynamically 
balanced armature is carried on two sealed ball bearings. This insures long, trouble-free service. These bearings require only $ 


occasional greasing. 


9? 
BD. ACKLAND & SOR, 
Had. ize ; WINNIPEG © Branches : DaurPHin, BRANDON, CALGARY ANDO EDMONTON. “4 
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WILSON GAS DRIVEN ARC WELDERS 


200 AMPERE 
WILSON 
WASP SPECIAL 


IT'S 






PORTABLE 


DESCRIPTION 


The 200 Ampere "WASP 
SPECIAL” is a light weight 
easy-to-handle, engine dr- 
iven welder specifically 
designed for tough const- 
ruction and maintenance 
jobs in the field. Be- 
cause of its light wei- 
ght and compact construe 
ction, the "WASP SPECIAL" 
provides easy portability 
The high electrical effi- 
ciency, stable output, 

and wide range of current 
settings of the self-con- 
tained two bearings GA 

200 Wasp generator assures 
high quality welds, 

It will perform equally 
well on thin sheets and 

on heavy pletes and 
castings. 





PRICE $906.00 
ACCESSORIES $45.00 
F.0.B. WINNIPEG 


DISTINCTIVE FEATURES 





Power for driving the generator is provided by a rugged four 
cylinder Wisconsin VF-4 air-cooled engine. This engine has 
proven its ability to stand up under peek load conditions and 
heavy duty factor loads in many varied applications, such as on 
harvestors, irrigation-pumps and compressors. Because it is 
air-cooled a large part of the mintenance cost entailed with 
water-cooled engines is eliminated, 

Control of welding current is provided by means of a four 

point range selector switch with settings marked--"Min", "100" 
"175" and "Max" 

A field rheostat controlled by a pointer, furnishes an infinite 
number of fine adjustments within each of the above ranges. 

For any current value desired, the range selector switch or tap 
switch is set in its proper position in the range desired, and 
the rheostat pointer is used to obtain accurate current adjust- 
ment. The easy to read dial under the rheostat pointer is cal- 
ibrated for actual welding with varying arc voltage from appr- 
oximately 20 volts at the minimum end and 30 volts at the mx- 
imum end, 

Two convenient outlets are provided which may be used for 

lamps or to operate power tools in an emergency. 110 volt 
lamps or 110 volt universal power tools nay be used when not 
welding, 


SPECIFICATIONS 


GENERATOR : 200 Ampere direct current type of special design, 
drooping voltage, self excited, two ball bearing construction. 


ENGINE: Wisconsin VF-4, four cylinder air-cooled engine, 
bore 34", stroke 3}". 

Piston displacement- 107.7 cubic inches, 22 H.P. at 2150 RPM 
(normal operating speed). 

Ignition- High tension magneto ignition with impulse coupling 
for easy hand cranking. 

The oil capacity of the crank case is four quarts. 

Engine has complete pressure lubrication far long life. 
Gasoline tank capacity 5 gallons. Fuel rate 50% duty cycle 
approximately one gallon per hour. 


WILSON YELLOW JACKET 


WELDING RANGE: 25 to 250 amperes at 20 to 30 volts-50% duty 
cycle. 
GOVERNOR: Constamt speed flyball type. 


RUNNING GEAR: 2 wheel pneumatic tired spring type trailer. 
Tires 5.50" x 16", 4 ply, tread 62", length 76", drawbar 38" 
long with standing support and clevis hitch. 


For further information on this fine "WILSON" machine, please 
write for a Manufacturer's catalogue. 


Available in 200- 
300 and 400 ampere 


ARC WELDER Mac hines 
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DESCRIPTION 


The Wilson "YELLOW JACKET” was origin- 
ally developed especially for the severe 
service encountered in oil field and 
pipe line welding. 


DISTINCTIVE FEATURES 


The latest designed Model BA6 Generator 
is used on the "YELLOW JACKET". It is 
a D.C. Generator, 40 Volt NEMA rating. 
The current range wide and is divided 
into a "high" and "low" range by means 
of a selector switch. This makes the 
machine adantable to all types of 
welding, from light sheets to the 
heaviest castings. 

High open circuit voltage at all sett- 
ings facilitates starting and main- 
taining a steady arc. Current adjust- 


PRICES ON APPLICATION 
“THE WELDING SUPPLY HOUSE OF 


ments are made by a sturdy handwheel 
which raises and lowers an iron core 
in the upper or "control pole", 
Accurate adjustments---easily and 
quickly made---are assured by the 
single pole control, No external 
resistances or brush shifting de- 
vices are used---current output 
remains constant even after the 
machine becomes warm. 

Single row ball bearing with grease 
retainer. 

A new improved idling device, which 
permits the engine to slow down when 
no welding is being done, is incor- 
porated. The engine will be acceler- 
ated to full speed instantly when the 
operator strikes an arc. This device 
needs no oiling or other attention. 
A cut-out relay is provided to pre- 
vent over-charging the battery. 


THE WEST” 


7S Gen 
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New Improved Design 


CONTROLLED REACTANCE 
MAXIMUM ARC STABILITY 





THE HORNET CX ARC WELDE 


CANADIAN MADE 
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WILSON 
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Not since the introduction of the original Wilson "Hornet” 
in 1939 has a welding machine been produced in which so 
many outstanding features are incorporated as are to be 
found in the Wilson "HORNET CX". The unit represents the 
latest developments in welding generator design and com- 
bines exceptional welding characteristics with smart appear- 
ance, light weight and the simplest possible controls. 

The controls are the acme of simplicity; a two-range switch 
is placed in the "low" position for light welding, in the 
"high" position for medium and heavy welding and then the 
exact welding current required is obtained by setting an 
easy-to-read scale on the hand-wheel at the desired current. 
A single turn of the hand-wheel covers the complete weld- 
ing range while the polarity of the welding current is pos- 
itively controlled by a small toggle switch, plainly mar- 
ked "reverse" and "straight" polarity. Accidental reversal 
of the welding current, a frequent source of annoyance and 
trouble in large shops is impossible with the "HORNET CX" 

A new type start-stop switch enables the unit to be started 
or stopped without any searching for the correct button. 
The basic design is that of the original Hornet. The sym- 
bol "CX" stands for "controlled reactance"; X being the 
electrical symbol for " reactance", Reactance is necess- 
ary in a welding generator to provide a stable arc, but 
only the "HORNET CX" has "controlled reactance", which is 
automatically changed with each change in current setting, 


PRICE $621.00 
ACCESSORIES $58.00 
F.0.B. WINNIPEG 


DISTINCTIVE FEATURES 


GENERAL ASSEMBLY 


The rotor and armature are mounted on a single alloy steel 
shaft, supported by two oversize bearings with the rotating 
parts statically and dynamically balanced to operate with a 
minimum of noise and vibration. A suitable fan provides ad- 
ecuate ventilation, drawing air into both the generator and 
motor housings and expelling it through the ends of the top 
housing. This heavy duty type of arc welder is rated in 
accordance with N.E.M.A. and C.S.A. standards on a 60% duty 
cycle at rated load of 300 amperes, Current range is less 
than the minimum 20% of rating required by N.E.M.A. stan~ 
dards, while maximum output is considerably in excess of the 
required 125% of rating. The "HORNET CX" is versatile; 
combined in one unit is the minimum output of the conven- 
tional 200 ampere welding generator and the maximum out- 

put of ordinary 300 ampere units. 


MOTOR 


Induction type with rugged squirrel cage rotor available for 
220-440/3,/60 and 550/3/60 power supply. 


CONTROLS 


A hand-wheel conveniently 
located on top of the unit 
with an easy-to-read scale 
and » high-low switeh ere the 
arly certrois required. A 
eme?] rolerity switch, pl- 
ainly marked "Reverse" and 
"Straight" provides simple 
positive control of the pol- 
arity. Accidental polarity 
reversal is impossible with 
the "HORNFT CX", The pol- 
arity cannot be changed ex- 
cept by operating the polar- 
ity switch. The controls 





ee ey 


/ 


are so simple and plainly 
marked that no previous 

experience or training of 
the operator is required, 





Head fee WINNIPEG . Branches : 


DAUPHIN, 


BRANDON, 


GENERATOR 


The 3ingle control pole design, with fixed nilot pole excit- 
ation, which has proved so successful on the Horret during 
the past ten years is retained on the "HORNET CX" with im- 
provements and refinements, This design provides reactance 
which varies directly with the load and makes field rheo- 
stats unnecessary as well as eliminating external reactance 
coils and tap changing switches with their attendant high 
losses and maintenance costs. Interpoles and the carefully 
designed commutator with brushes of ample cross section in- 
sures sparkless commutation with resultant long brush and 
commitator life. The electrical circuit consists of two 
main poles, one with a shunt winding and the other separ- 
ately excited from a small rectifier. A series control 

pole and two interpoles complete the field windings. All 
coils are wound with fibre glase insulation having extremely 
high heat resistance, The simplicity of the electrical and 
magnetic circuits are in accordance with excellent design 
and the best modern engineering practice. The control coil 
is completely surrounded by an iron frame with a movable 
core; the air gap in this high reactance circuit is adjusted 
by 8 hand-wheel, one turn covering the complete welding 
renge. This controls the output and adjusts the reactance 


in accordance with the welding current, giving exceptional 
arc stability. 


STARTER 


Push button operated magnetic starter with thermal overload 
relays, and under-voltage protection. Especially designed 
for welding service with all wearing parts low in price and 
readily replaceable. Suitable terminals are provided for 
the power supply lines and for reconnection of the dual 
voltage 220-440/3/6- stator windings. 


RUNNING GEAR 


The Wilson "HORNET CX" can be supplied for stationary mount- 
ing or equipped with either steel, solid rubber or pneumatic 
tired wheels. The compact design mkes the unit exception- 
ally easy to move around the shop. 


B. ACKLAND & son, 


CALGARY AND EDMONTON, 
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WILSON-WASP Arc Welding Generator 
150-200-300 AMPERE — BELT DRIVEN 3600 R.P.M. 


Wilson arc welding generators are of two bear- 
ing construction using the finest type of ball 


bearing for smooth operation and long life. 

The belt drive principle is an improvement over 
the older type direct coupled as it absorbs the 
shock of the are striking, reducing engine 
bearing wear to a minimum, The controls are 
mounted on top of a drip-proof sheet metal hood 
which can be opened without disturbing the wiring. 
In the control cabinet are mounted the series 
field switch, field rheostat and reactor. Due 
to the improved design weight and size have been 
reduced but efficiency has been increased, The 
generator is a drooping, self excited and direct 
current type, and will perform equally well on 


Price 150 Amp. $306.00 thin sheets and on heavy plates and castings. 


200 Amp. 358.00 
F.0.B. Winnipeg 


The current control is a range selector type switch with individual settings marked 
so that they are easily read by the operator. There is a field rheostat which 
furnishes an infinite number of fine adjustments. For any current value desired 
the tap switch is set in its proper position for the job and the rheostat pointer 
is used to obtain an accurate adjustment. 





The welding range of the 150 ampere welder is from 20 to 200 amperes at 25 volts 
on a 60% duty cycle. The 200 ampere welder has a range of 25 to 250 amperes at 
20 to 30 volts on a 60% duty cycle, 


WILSON MODEL “BA3" GENERATOR 


200 and 300 AMPERE — DIRECT CURRENT 


The Model BA3 Generator is an 1800 R.P.M, for 
direct coupled drive, Due to the low speed it 
is of heavier and larger construction than the 
Wilson Wasp Generator, however, it can also be 
used as a belt driven unit. 


The Model BA3 is a four pole generator with 
four interpoles., The adjustable upper pole is 
a patented feature. 





Price $445.00 
F.0.B. Winnipeg 


High open current voltage at all settings facilitates starting and maintain- 
ing a steady arc. The movable core in the upper pole provides an excellent 
reactance, Accurate adjustments are quickly and easily made due to the 
single pole control and the current output remains constant even after the 
machine becomes warm. 
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A.C. TRANSFORMER ARC WELDER (WILSON, 


DESCRIPTION 


The "Busybee" has been developed to fill the need for a "Tool" 
to repair all kinds of farm machinery. It is the answer to 
Ww iL s ° N requests from rural gerages and repair shops for a high qual- 


AVN v7 ity, light capacity welder for intermittent operation on rur- 
al power supply lines, Its light weight and small size also 
K U S Y B be E: makes it ideal for home workshops or jobs requiring a port- 
w E LD E R able welder, where proper nower facilities are available, 
ARC r 


COMPLETE WITH ACCESSORIES DISTINCTIVE FEATURES.” 





The Busybee" is available in. 180 ampere size- for operation 
on 230 volt, 60 cycle, single phase current, and is des- 
igned to handle electrodes as large as 5/32” in diameter. 
Easy to strike the arc, because of it's unique design, the 
"BUSYBEE” produces the maximum allowable current at the 
instant the are is started--without the use of contactors. 
relays or special equipment. 

The machine is so designed that it is possible to operate 
satisfactorily at a lower open circuit voltage than con- 
ventionel machines. 

Current adjustmert is obtained by easy-to-operate handle 
on top of welder, Full-view, direct reading indicator on 
front panel, is graduated in electrode sizes ‘and indic- 
ates correct current setting for each diameter of elect- 
rodes. 

4 novel feature of the "Busybee" is the built-in electrode 
gauge at the bottom of the front penel, Consisting of 
slots clearly marked for each electrode diameter, it pro- 
vides an easy and positive method of checking the size of 
electrodes, 

Interne] eouipment is enclosed in an electrically grounded 
all-metal cabinet--finished in durable blue enamel. 
Maximum protection egainst burnouts is assured by the use 
of heat and moisture resistant spun-glass insulation on 
all windings, 

Protection against overloads is previded by a circuit 


breaker built into a heavy-duty "ON and "OFF" switch, 

The new design of the "Busybee" results in low input KVA and 
high power factor far above the average without the use of 
Capacitors, The mechine has been arranged for use with cpp- 
scitors where necessary. In most csses they are not required, 
The "Busybee" is furnished compJete---ready to operate, with 
a full set of accessories. 





PRICE $311.00 ACCESSORIES INCLUDED 
F.0.B. WINNIPEG 


NEW WILSON "MCX" 
TRANSFORMER WELDER 


This new machine incorporates all of the latest design and construction feat- 
ures of modern transformers and the use of high temperature water repellent 
silicone insulation which makes it possible to compress a full-rated 200 
ampere machine. The model MCX also features an AUTOMATIC hot start control 
using an hermetically sealed gas-filled, time-delay relay magnetic switch 
with no open contact. Current adjustment is accomplished by means of a 

hand crank conveniently located on top of the machine by which the operator 
can achieve an infinite number of current settings. The MCX draws 7.5 
kildwatts at rated load of 200 amperes, which is well below the 8.5 

figure established by some Power Companies for 220 volt lines 


The welder has two current ranges. The low range is from 30 to 110 amperes, 
the high range from 90 to 275 amperes. 

All windings are covered with the latest spun-glass fibre, heat resistant Class 
B non-inflammable insulation. Dual voltage connections are provided for quick 
change from 220 to 440 volts or vice versa and from 440 to 550 volts. 


NEMA Rating: 200 amperes Open Circuit Voltage: 58 

Rated Vojts 30 Electrode Capacity: 1/16" to 3/16" 
Duty Cycle: 50% Weight: 154 lbs, 
Current Range: SO = 250 amperes Dimensi ons: 12" x 17" x 25" 





This machine is being supplied for 60 cycle service only in either 220, 440 
or 550 primary voltage. 


PRICE $327.45 Full view scale makes correct settings easy to read at all times. Since 
ACCESSORIES $45.00 the indicator is inside the case, it is not easily damaged and will remain 
F.0.B. WINNIPEG accurate indefinitely. 





D.ACKLAND & SOR. 
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== ~*300-400- 500 Ampere - Wilson “Bumblebee 





"Bumblebee" offers other desirable qualities important 
to efficient economical welding performance as follows. 


WIDE CURRENT RANGE 


The advenced "Bumblebee" design affords a wide current range 
of 60 to 375 amperes for the 300 amvere mechine, 89 to 500 
amperes for the 400 ampere model and 100 to 625 amneres for 
the 500 amvere tyne. 


Price—300 Amp. $538.00 
400 Amp. 691.00 
500 Amp. 825.00 


F.O.B. WINNIPEG 


PS GEN 


WILSON 
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IMPROVED FLECTRICAL EFFICTENCY 


Improved electrical efficiency at rated load of 81%, 85% and 
83% is provided respectively for the 300, 400 and 500 ampere 
sizes. 


LOW OPEN CIRCUIT VOLTAGE 


Open circuit voltage (75 volts) works to greater advantage on 
new AC electrodes and gives perfect ease of welding. 


VASTLY IMPROVED POWER FACTOR 


The greatlv improved power fector virtually eliminates the 
penalty cherge of low power fector at which transformers of 
earlier designs opersted., It permits the use of smaller 
primery cable, line switches and fuses with a resultant 
saving on instellation costs, It also permits the operat- 
4on of more welders from existiny feeders without causing 
‘overload as compared with AC welders of earlier designs or 
those withour 

those without power factor correction. Generally, three 
Bumblebees can replace 2 motor generator sets of the same 
rating without increasing the load of the power lines, 


CLEARLY VISIBLE CURRENT INDICATOR 
Large easily-read current indicator with carefully calib- 


rated scale, facilitates quick, accurate adjustment of 
welding current. 


MINIMUM MAINTENANCE 


Its operation involves no moving parts with the exception 
of the fan. 


ACCESSORIES $58.00 


200-400-800 Ampere-Wilson “Heliweld Bumblebee’ 





This Bumblebee was specifically designed for use with AIRCO'S 
gas shielded arc welding process---HELIWELDING. It differs 
from metallic welding in that the are is shielded by an inert 
gas (Helium or Argon) and the electrode is virtually non-con- 
suming (usually tungsten) 


THE ADVANTAGES OF HELIWELDING ARE: 
—E— ae 


l. Gas shielding of welding are prevents oxidation of weld 
metal and electrode--the formation of slag and the necessity 
for flux are eliminated, 


2. HELIWELDING is an easy way to join the hard-to-weld met- 
als---aluminum, stainless steel, killed low carbon steel, 
brass, copper, everdur, inconel, monel and silver, 


3. The ease with which the HELIWEID are can be handled per- 
mits high welding speeds, facilitates welding of thin sect- 
ions without burning through and minimizes carbide precipi- 
tation and distortion. 


4. HELIWEIDING produces welds of exceptional quality-- 
little or no finish grinding required. 


SPECIFICATIONS 
















RATING 
mary 
Current range 








220-440/1/60 220-440/1/60 













100 Volts D.C. 90-400 Amp. 175-800 Amp. 
150 Volts D.c. 60-250 Amp. 125-500 Amp. 
Duty Cycle 60% Continuous 





Primary Input 
(at rated load) 








14.1 K.V.A.| 28.16 K.V.A. 54.0 K.V.A. 


PRICES ON APPLICATION . 
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The presentation of the welding section of this catalogue to our many friends is a pleasurable occasion 
for us. We believe that the manufacturers of welding equipment and supplies listed herein, represent 
the finest in merchandise. We take this opportunity of again expressing our most earnest wish that 
we both be satisfied. To this end the firm of D. Ackland & Son Limited is a surety that guarantees these 
welding products to be of the highest quality. 


For over 35 years we have been servicing the welding industry in both oxy-acetylene and arc welding. 
Our constant aim has been to give a complete welding service to our customers. The qualified techni- 
cians we employ are trained specifically for this purpose. We invite you to use our service department 
to assist you in finding a solution to your welding problems. 


We again present Smith products to you. It has been our pleasure during our whole association with 
the welding industry to distribute Smith products in western Canada. Smith’s Lifelong warranty is the 
only warranty of its kind on welding equipment. It is your assurance of getting the best in oxy-acety- 
lene welding equipment. 


Welding Torch Bodies, Cutting Assemblies and Cutting Torches bearing the 
trademark, 


are guaranteed when used with genuine Smith’s parts against normal wear and 
tear during the lifetime of the registered owner and will be replaced or put in 
the operating condition of new, at the option of the manufacturer, without cost 
to the owner, other than transportation. 


SMITH WELDING EQUIPMENT CORPORATION 
Signed: E. H. SMITH, President 








Air Reduction Canada Limited (formerly G. D. Peters) manufacturers of Wilson electrodes and 
arc welding machines, are pioneers in the arc welding field. Their development and manufacture 
of the shielded arc electrodes have been a boon to welders all over this continent, and further- 
more, they are producing these in Canada for Canadian trade. 


We are also able to supply 28 different types of Wilson Stainless Steel electrodes all manufactured 
in Canada. 


Wilson Arc Welding machines are guaranteed by the manufacturer for a period of 12 months, and 
Warranty adjustments are made by our Welding Department at Winnipeg. 


REMEMBER our consideration is to our Customer, assuring you of immediate Service and elimination 
of possible delays. 


SERVICE - DEPENDABILITY - FAIR DEALING 


oy 
D.ACKLAND & SOR, 
Had. Ofze WINNIPEG @ Branches : DAUPHIN, BRANDON, CALGARY AND EDMONTON, Le ed 
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Wilson No. 98 


Wilson No. 
Wilson No. 
Wilson No. 
Wilson No. 
Wilson No. 
Wilson No. 





Electrode Selection Chart 





FOR MILD STEEL WELDING 





APPLICATION 


D.C. electrode for deep penetration on steel plate, castings, and forgings. 

A.C. equivalent of E6010 electrode. Provides high strength and ductility. 

For general purpose D.C.-A.C. welding of frames, sheet metal and light assemblies. 
For A.C. Welding of sheet, plate, castings. etc. Small diameters for tubing. 

For a finishing pass on multiple pass welds to obtain good appearance. 

For mild steel deposits with low hydrogen content to avoid underbead cracking. 
For horizontal fillets and deep groove welding of X-ray quality. 


FOR LOW ALLOY, HIGH TENSILE STEELS 








Wilson Alloyrod A 


Wilson Alloyrod B 


Wilson No. 


Wilson No. 
Wilson No. 
Wilson No. 


Wilson No. 
Wilson No. 
Wilson No. 


582 


596 
598 
583 


593 
594 
597 


ptt position welding of carbon molybdenum high pressure piping, plate and 
castings. 

For horizontal fillets and downhand welding of carbon moly plate, shapes and 
castings. 

For ail position welding of Carbon Molybdenum steels such as that used in 
pressure piping. 

Low hydrogen type electrode for welding 2.5% Nickel Steels. 

For repairing Grade B railroad castings and welding high tensile steels. 

To ree creep and graphitization in chromium stabilized carbon molybdenum 
steels. : 

Welding higher chromium stabilized carbon moly steels and high tensile steels. 
Avoids underbead cracking in welding high tensile steels of high hardenability. 
All position welding of high temperature, high pressure power equipment. 


~~ SS” 


A.W.S. No. 


E6010 
E6011 
E6012 
E6013 


E6016 
E6020 





E10016 








Wilson No. 
Wilson No, 
Wilson No. 


17, 17LC 
9LC, 9SA 
4LC, 4SA 
Stoody High Carbon 





FOR CARBON STEELS 


For welding steel to be galvanized, for plug welding and filling in blow holes. 
For high tensile welds on locomotive frames, in shipbuilding and steel fabrication. 
For welding and rebuilding high carbon steel and overlaying mild steel. 

For building up worn surfaces on carbon and mild steel prior to hard facing. 








FOR ALUMINUM 


E4510-E4511 





Wilson No. 


50 


For the welding of rolled aluminum sheet and castings. | | 


FOR STAINLESS STEELS 





Wilson Stainless Steel 


Wilson No. 575 


Wilson No. 


Wilson No. 


95 


97 


Supplied in a complete range of analysis for A.C. and D.C. welding of stainless 
steel. Refer to page 306 for further information on Stainless Steel. 








FOR CAST IRON 


For machinable welds in cast iron. Can be used in all positions with A.C. or D.C. 
Cast iron core wire electrode for machinable colour matching welds. 
For repairs to cast iron cylinder blocks, heads, machine bases. Not machinable. 








FOR MONEL, NICKEL AND INCONEL 





Wilson No. 12SA 


140 Monel 
131 Nickel 
132 Nickel 


101 Ni-Resist 





For welding monel to monel and monel to nickel. 

For welding monel side of monel-clad steel, overlaying monel on steel. 
For welding all wrought or cast forms of pure nickel. 

For welding wrought or cast Inconel (15% Cr.—75%_Ni.) 

Special analysis nickel alloy electrode for welding Ni-Resist castings. 





FOR COPPER, BRASS AND BRONZE 





Phos-Trode 


Wilson No. 20, 20SA 


Everdur 101 


A mpco-Trode 


0 


Ampco-Trode 
Ampco-Trode 
Amopco-Trode 
Ampco-Trode 


Timang 





All position Phosphor Bronze electrode for welding cast iron, steel, bronze. 
For welding copper. brass and bronze and building up bronze bearings, teeth, etc. 
Welding and repairing Everdur; carbon arc welding of light tube and sheet. 





FOR ALUMINUM BRONZE 





For welding like or dissimilar metals, both ferrous and non-ferrous. 

For high hardness and tensile strength while still retaining good ductility. 
For overlay applications to withstand extreme wear with heavy pressure. 

For overlays on forming and drawing dies; won’t scratch or gall mating part. 
Produces highest hardness obtainable with aluminum bronze; for overlays. 








FOR WELDING MANGANESE & APPLYING MANGANESE OVERLAYS 


For welding manganese castings such as railroad frogs, crossings, shovel teeth, Bs a gti 
etc. 





FOR HARD FACING 





Wilson No. 110 


Wilson No. 10SA, 10LC 
Wilson No. . 
Stoody Self-Hardening 

Stoody Self-Hardening 21 


588 


A.C.-D.C. Stoodite 


A.C.-D.C. Tube Borium 


A.C.-D.C. Borod 


Stoody 1 
Stoody 6 
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A low priced, alloy coated electrode used to resist wear and abrasion. 

Work hardening deposit, machinable as welded. For rail ends, gear teeth, etc. 

Work hardening deposit for severe impact and abrasion. 

For impact and abrasion. Can be forged at red heat. For A.C.-D.C. application. 

High ailoy electrode for severe abrasion and moderate impact. 

For severe abrasion and moderate corrosion resistance. For bearing surfaces, etc. 

igh abrasion resistance; for use on cutting edge of earth working tools. 

ol remely hard and wear resistant; for facing thin surfaces and applying thin 
eposits. 

ee resistant and non-oxidizing. Used on food processing and chemical equip- 
ment. 

Retains hardness and wear resistance at red heat; for exhaust and steam valves, 
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(“ANY “MAKE MINE 109” 


Meets Requirements of: 


A.S.M.E. U-69 and U-70. 
Hartford Steam boiler Inspection and Insurance Co. 


Approvals: 
American Bureau of Shipping, Classification E6012. 


Conforms to: 


A.W.S. and A.S.T.M. electrode Classification E6012. 
C.S.A. Specification W-48-1947 electrode Classification E6012. 


GENERAL DESCRIPTION 


Wilson No. 109 is a shielded arc, mild steel electrode 
which has an extruded coating that is unaffected by 
moisture. It is noted for its excellent appearance, high 
deposition rate, low spatter loss, exceptionally easy slag 
removal, and high physical properties. Welds made with 
this electrode are dense and free from porosity. Its arc- 
ing characteristics are well above average and it pro- 
duces a quick-setting deposit that is ideal for poor fit-up 
joints and work in the vertical position. 


APPLICATION 


Wilson No. 109 electrode is designed for general pur- 
pose welding on tanks, pressure vessels, pipes, struc- 
tural steel members, and for an almost unlimited 
variety of applications where good appearance and 
ease of application, in all positions, are required. Wil- 
son No. 109 is also very popular for field erection of 
begms, girts, purlins, roof trusses, etc., and other 
applications where fit-up is poor and the work is rusty 
or dirty. Due to its high burn-off rate, which permits 
the use of high currents, this electrode is widely used 
for high speed production welding. The deposited bead 
has an exceptionally smooth and neat appearance which 
is a decided advantage in the fabrication of retail pro- 
ducts such as bicycles, beds, metal furniture, etc. Wil- 
son No. 109 is particularly recommended to shops 
using both A.C. and D.C. equipment since it will oper- 
ate equally well on either type of welding machine. 


WELDING PROCEDURE 


For fastest speeds and best appearance of weld de. 
posit, use straight polarity (electrode negative). Reverse 
polarity may be used but only with sacrifice in speed 
and appearance. 


Flat, Vertical or Overhead—Straight Polarity 


On flat, vertical or overhead butt joints, best results 
are obtained by weaving the electrode from one side of 
the joint to the other while holding the are as short 
as possible without loss of penetration. However, if the 
width of the joint is over one inch, two overlapping 
passes per layer should be deposited for best results. 


When making fillet or lap welds in a horizontal 
position, either of two techniques may be used—(1) 
holding the are in the crater as weld progresses, or 
(2) rapid oscillation in the direction of travel. The lat- 
ter method usually results in a fillet weld of lower 
convexity ratio. 


These current values are recommended: 


Electrode Amperage Voltage 
Diameter Min. Max. Min. Max. 
3/32” 30 90 17 21 
1/8” 90 140 18 22 
5/32” 120 200 18 22 
3/16” 140 275 20 24 
7/32” 170 350 20 24 
1/4” 200 425 20 24 
5/16” 300 500 22 26 


MECHANICAL PROPERTIES 


Typical results obtainable from all-weld metal test 
specimens, as welded: 


Color of Coating--Tan--End Color--None--Spot Color--White 
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Tensile Strength; PSk.s.o< 7s 2c some sowie 70,000—80,000 
Mield ee ointipsite, ah Sawer Gee fase aa 60,000—70,000 
Hlonsation in 27005 cee ek ees st 18—25 
Reduction of ArGaji%. 5% dace vay ees 25 25—35 
Impact ‘(izod)/ftcIbt 20) ses... ba 30—50 
Density, (grams, PersC.C.). Ges os le oe 7.80—7.85 
NreesBbend) 396 hus. eo elt eines aes ts 25—45 
SPECIFICATIONS 
Standard 
Electrode Average Number of Electrode 
Diameter Electrodes per Pound Length 
3/32” 36 12” 
1/8” 18 14” 
5/32” 11 14” 
3/16” 8 14” 
1/4” 3 18” 
5/16” 2 18” 
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WILSON No. 9 


Meets Requirements of: 


A.S.M.E. U-68, U-69 and U-70. 
Hartford Steam Boiler Inspection and Insurance Co. 


Approvals: 
Lloyds Register of Shipping, Section IV, Paragraph 1-9. 
American Bureau of Shipping, Classification E6010. 
British Corporation Register of Shipping and Aircraft. 


Conforms to: 


A.W.S. and A.S.T.M. electrode classification E6010. 
C.S.A. Specification W-48-1947 electrode classification E6010. 


GENERAL DESCRIPTION 


This shielded arc electrode has an extruded cellulose 
type of coating. All diameters may be used for flat 
(horizontal) position welding—multiple pass lap, butt 
or fillet; but only diameters up to and including 3/16” 
are suitable for vertical and overhead welding. The are 


For Welding of Mild Steel 


Flat, Vertical and Overhead — 
Reverse Polarity 


f= GEN 
WILSON 
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Fillet welds in the flat and horizontal positions are 
to be made with slight manipulation of the electrode 
which is held at an angle of 45° to each plate. On over- 
head fillets, the electrode should be held at an angle of 
30° or less to the vertical plate. On vertical fillets, the 
electrode should be held perpendicular to the root of 
the joint and manipulated upwards to permit “freezing” 
of the deposit and for best speed and appearance. On 
butt welds in the horizontal position, stringer beads 
rather than weave beads are recommended. The angle 
of the electrode should be varied according to the loca- 
tion of the bead or pass being made. On vertical butt 
welds, follow the same technique as outlined for ver- 
tical fillet welds. On overhead butt welds, first pass 
should be made in essentiaily the same way as for 
vertical fillet welds. Succeeding passes are made by 
weaving (144 maximum weave) across the joint. The 
technique for lap welds is essentially the same for each 
position as the technique for fillet welds. 


characteristics of Wilson No. 98 electrodes are vigorous 
and pulsating, resulting in a stray type of arc. The 
high burn-off rate gives a high deposition rate and fast 


These current values are recommended: 


Fi mk : Electrode Amperage Voltage 
welding speed. The fact that the deposit solidifies quick- Dinvieter Min. Max. Min. Cowra 
ce sepinad nb ma espa for welding in the 3/32” 20 80 18 20 
bho’ r ; 1/8” 90 130 22 26 

5/32” 120 160 24 28 

APPLICATION 3/16” 140 225 25 36 
This electrode is designed primarily for the fabri- 7/32” 170 300 28 38 
cation of mild steel involving plate and rolled sections 1/4” 200 350 30 40 
or castings when quality of deposit is of prime con- 5/16” 300 400 32 42 
sideration. It is used. extensively in the welding of 3/8” 400 450 34 44 


fittings on fired and unfired pressure vessels, storage 
tanks, structural frames, bridges, pipe lines and all 
classes of marine work requiring high ductility and 


MECHANICAL PROPERTIES 


tensile strength. As Welded Stress Relieved 
; Tensile 

er ea oe hi ee at Strength, psi. 65,000-75,000 63,000-70,000 
welding of many o e low 4 i i : 
where thin sections are involved (less than %4” in thick- Yield eee Ey 55,000-60,000 53,000-58,000 
ness) because the pick-up of the alloying ingredients Elongation in 2”, % 25-30 27-33 
from the parent metal will increase the tensile strength Reduction or Area, % 30-55 
of the deposit sufficiently so that it will compare fa- Impact (Izod), ft.-Ib. 50-70 50-70 
vorably with the base metal, thereby eliminating the Beate tera 
necessity of using a more expensive type of electrode. see tage aoa 
This, of course, only applies where the low alloy ma- per c.c.) a-4, 2-1, 
terial is being used because of its property of high Free Bend, % 20-50 30-60 
tensile strength. If it is used for other properties such 
as resistance to creep or corrosion, this recommenda- SPECIFICATIONS 
tion does not apply. 

Electrode Average Number of Standard 

Wwe LDING PROCEDURE Diameter Electrodes per Pound Electrode Length 

Use only D.C. Reverse polarity (electrode positive). 3/32” 39 os 
Clean crater before starting another electrode. On 1/8” 19 14 
multiple pass welding, remove slag before depositing 5/32” 12 14” 
another layer. 3/16” 8 14” 

1/4” 5 18” 
5/16” 2 18” 


Color of Coating--Grey--End Color--None--Spot Color--None 
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For Welding of Mild Steel 


WILSON No. 520 


All Position—A.C. and D.C. Straigh? 
A.W.S. Classification No. E6013 


GENERAL DESCRIPTION 


Wilson No. 520 is a shielded arc mild steel electrode 
having an extruded coating. Excellent slag coverage 
results in an unusually smooth deposit with easy slag 
removal. Spatter loss is exceedingly low. Has excellent 
operating characteristics even when used with A.C. 
transformers having a low striking voltage. Although 
especially designed for A.C. welding, this electrode will 
also operate very satisfactorily on D.C. machines. This 
electrode is for use on all types of mild steel fabrica- 
tion where ease of operation on A.C. or D.C. is re- 
quired. The ductility and tensiles are above A.W.S. 
Specifications for E6013 class. 


WELDING PROCEDURE 


For use on D.C. straight polarity, electrode negative, 
and A.C. 


In making vertical butt and fillet joints it is recom- 
mended that welding be done from the bottom up. 
Movement on vertical welds is not as rapid as that 
used with E6010 types. It is not necessary to raise the 
electrode as often from the puddle in whipping. On 
second, third or succeeding passes, a weaving motion 


directly over the face of the first pass with slight hesi- 
tation at corners is all that is necessary. The slag will 
form outwardly in a large convex shape. This is no 
cause for alarm as, when it is removed, the bead will 
prove to be flat and very smooth. It is recommended 
that a slightly longer are be used on most applications 
including downhand fillets, horizontal fillets, vertical 
butt welds and overhead positions. Passes are usually 
restricted to %” thickness and width to maintain a 
constant molten puddle; on extremely wide weaves, up 
to four times the electrode diameter. This is done by 
manipulation across the plate. 


These current values are recommended: 


Electrode Amperage Voltage 

Diameter Min. Max. Min. Max. 
1/8” 70 120 18 22 
5/32” 120 200 20 24 
3/16” 150 280 22 25 
1/4” 225 350 24 28 

SPECIFICATIONS 

Electrode Average Number of Electrode 

Diameter Electrodes per Pound Length 
1/16” * 115 a” 
5/64’ 53 12” 
1/8” 18 14” 
5/32” 11 14” 
3/16” 8 14” 
1/4” 5 18” 


Color of Coating---Tan--—End---None---Spot---Brown 


WILSON No. 530 


Flat, Vertical or Overhead — 
Alternating Current 


A.W.S. Classification No. E6011 
GENERAL DESCRIPTION 


Wilson No. 530 electrodes are designed for all posi- 
tion welding for use with alternating current. They are 
manufactured with an extruded coating, white in color. 
For the present the available sizes are 4”, 5/32”, 3/16” 
and %”. The specially formulated coating produces a 
spraying type of arc similar in action to that of Wilson 
No. 98 (E6010). The strong pulsations in this type of arc 
greatly assist in the performance of vertical and over- 
head welding. Further, the strong are force and rapid 
solidification of the metal facilitate welding in the 
vertical and overhead positions. 


WELDING PROCEDURE 


The Wilson No. 530 electrode is designed primarily 
for use with alternating current under which condi- 
tions it produces welds yielding maximum mechanical 
properties exceeding the requirements of Classification 
E6011. However, this electrode may also be used in 
direct current with straight or reverse polarity. The 
mechanical properties under these conditions will meet 
the requirements of Classifications E6010 and E6011. 
The are action on direct current is of the “digging” 
type with increased spatter, particularly with straight 
polarity. 


This electrode may be used in all diameters for flat 
position welding. However, Wilson No. 106 (E6020) is 
more suitable for single pass horizontal fillet welding 
and deep groove or positional fillet welding respec- 
tively. Vertical and overhead welding are performed, 
using Sizes %”, 5/32” and 3/16”. 


These current values are recommended: 


Electrode Amperage Voltage 
Diameter Min, Max. Min, Max. 
1/8” 80 120 24 26 
5/32” 120 160 24 26 
3/16” 130 200 28 32 
1/4” 200 350 26 30 
SPECIFICATIONS 
Electrode Average Number of Standard 
Diameter Electrodes per Pound Electrode Length 
1/8” 17 14” 
5/32” 12 14” 
3/16” 8 14” 
1/4” 4 18” 


Color of Coating---White---End---None---Spot---Blue 









Had fe : WINNIPEG e Lranches : DAUPHIN, BRANDON, CALGARY AND EDMONTON. Le be 
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FOR PRODUCING LOW HYDROGEN CONTENT 
WELD METAL 
MILD STEEL DEPOSIT 
WILSON No. 512 


AWS Classification E6016 
Approvals: 

Lloyds Register of Shipping. 

American Bureau of Shipping Classification E6016. 


Conforms to: 
A.W.S. & A.S.T.M. Classification E6016. 
Canadian Welding Bureau. 


GENERAL DESCRIPTION 


Wilson No. 512 is a new type, all position mild steel 
electrode, designed to produce weld metal possessing 
not only excellent mechanical properties, but also low 
hydrogen content. This was accomplished by employing 
a mild steel core wire with a heavy extruded coating 
similar to that normally employed on stainless steel 
electrodes. The arc action is relatively quiet, resulting 
in low spatter, and the molten steel is not turbulent. 
Since the coating is heavier than that normally used on 
all position electrodes, the deposition efficiency is simi- 
lar to the hot-rod type of electrode and the penetration, 
though not excessive, is sufficient to reach the corners 
of the weld. The fluid slag is fairly heavy and dense, 
gives complete coverage under practically any condi- 
tion and may be removed with the usual hand tools. 


APPLICATION 


Since this electrode is relatively new to industry, the 
full extent of its applications has not been determined. 
In the light of present knowledge, the principal applica- 
tions for Wilson No. 512 are: (1) welding hardenable 
steels where no preheat is used, without the attendant 
underbead cracking normally -experienced when weld- 
ing with conventional electrodes. (2) Welding high sul- 
phur, free machining steels. (3) Welding cold rolled 
steels, normally exhibiting excessive porosity when 
welded with conventional electrodes. (4) Welding low 
alloy or mild steel when stress relieving would normally 
be required, but cannot be effected. (5) Weldments to 
be vitreous enameled after welding. The extremely low 
hydrogen content of Wilson No. 512 makes possible the 
production of very satisfactorily enameled surfaces 
without any heat treatment prior to enameling. 


WELDING PROCEDURE 


The welding procedure will be similar to that used 
for stainless steel electrodes. However, Wilson No. 512 
will employ slightly higher current settings. 


Oscillation should be held to a minimum to prevent 
the slag from running ahead. This caution also applies 
to “whipping” when welding in the vertical position. 


No attempt should be made to produce small fillets 
with large diameter electrodes when welding in the 
vertical or overhead position. In this case it is recom- 
mended that a smaller diameter be used, e.g., use 5/32” 
Wilson No. 512 when a 3/16” mild steel electrode would 
normally be required. 


The shortest possible mechanical Jength of are that 
will permit the maintenance of satisfactory operation 
should always be used. The following ranges should be 
satisfactory for most operations. 


Electrode Amperage 
Diameter Min. Max. 

1/8” 100 115 All Positions 

5/32” 125 180 All Positions 
3/16” 160 225 All Positions 

1/4” 300 325 Flat Positions Only 


MECHANICAL PROPERTIES 


The following results were obtained from specimens 
taken from butt welds made in accordance with the 
Navy Bureau of Ships Specification 46E8 (INT). 


As Welded Stress Relieved 

Tensile Str., psi. ...... 71,500—72,000 69,250—69,250 
Yield! Str;, psiv< 2. .).2< 59,500—60,000 55,500—55,500 
Elongation in 2” % ... 29.0 —28.0 34.0 —33.0 
Reduction of Area % .. 60.0 —64.5 71.5 —67.0 
SPECIFICATIONS 

Electrode Standard 

Diameter Length 

1/8” 14” 

5/32” 14” 

3/16” 14” 

1/4” 18” 


Color of coating--Light Gray--End Color--White--Spot Color--None 
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ALLOY STEEL ELECTRODES WitSaN 





FOR WELDING CARBON MOLYBDENUM AND LOW ALLOY, 


ALLOYROD “A’” 


HIGH TENSILE STEELS 


A.W.S. Classification No. E7010 


GENERAL DESCRIPTION 


Wilson Alloyrod A is a shielded are electrode having 
an extruded coating not easily affected by moisture. 
Welds will have an exceptionally flat face due to the 
characteristics of the arc which has a spraying action 
and pulsation, allowing the metal deposited to solidify 
quickly. Due to these characteristics, vertical and over- 
head welds can be made with considerable speed. 


APPLICATION 


These electrodes are designed for use on carbon 
molybdenum piping that is used in high pressure, high 
temperature steam service, or on carbon molybdenum 
structural shapes, plate stock or castings when the 
molybdenum content does not exceel 0.5%. They may 


be used on higher tensile carbon steels where the ten- 
sile strength desired in the stress-relieved condition 
does not exceed 70,000 lbs. per sq. in. Satisfactory re- 


WELDING PROCEDURE 


It should be observed that when welding carbon 
molybdenum base metal preheating to 300°-600°F. is 
generally required. 


Alloyrod A electrodes are made with essentially the 
same type of coating employed with Wilson No. 98 
except that sufficient molybdenum is added to produce 
a weld deposit containing a minimum of 0.50% molyb- 
denum. Use D.C. reverse polarity and the same welding 
techniques given for Wilson No. 98 


Color of Coating--Buff--End Color--None--Spot Color--Green 
WILSON No. 596 


LOW HYDROGEN TYPE ELECTRODE 


For Welding 2.5% Nickel Steels 


A.W.S. Classification No. E7016 

This electrode has a low hydrogen type of coating 
which gives good operating characteristics in all posi- 
tions using either A.C. or D.C. reverse polarity. Wilson 
596 was designed primarily for welding 2.5% nickel 
steels which are used where the improved mechanical 
properties and impact resistance at low temperatures 
made possible through the addition of nickel are de- 
sirable. Such applications would be the fabrication of 
refrigeration equipment, parts on high altitude aircraft 
and machinery designed to operate at sub-zero tem- 


peratures. 


MECHANICAL PROPERTIES (As welded) 

Tensile Strength, psi ................ 79,850—81,800 
Yield: Bointwpsi- (si: . ates aes 64,550—69,050 
Hlompatiom amo. 5 oste atcie ties ears ees 33.5% —32.5% 
Reduction(inAréa’(si 2.0 Ge Aa. 71.6%—61.7% 


CHEMICAL ANALYSIS 


The composition of the deposited metal can be af- 
fected by are length and welding conditions; however, 
a typical analysis of the deposited metal is given below. 


Carbont.i:.c255 05 10 Stipe eS. . 3 .023 
Manganese ....... .56 Sillcon). sa neeses cs 52 
Phosphorus ....... 027 NICKEL) = i028 AUT eis 2.5 


Color of Coating--White--End Color--None--Spot Color--Green 


CARBON 


STEEL 


STOODY HIGH CARBON 


Stoody High Carbon is a bare type carbon steel elec- 
trode used for building up medium and high carbon 
steel and for building parts up to size prior to hard sur- 
facing. Deposits will contain approximately .45% Car- 
bon and 1.0% manganese. Use D.C. reverse polarity— 
electrode positive. 





Head, Ofeze : Winnirea e Lranches : DaurPHin, BRANDON, CALGARY AND EDMONTON, 


Recommended Current Ranges: 


Electrodes Amperage 
Size Length per Pound Min. Max. 
5/32” 28” 7 110 140 
3/16” 28” 5 160 190 
1/4” 28” 3 175 220 


B. ACKLAND & SOF 
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CAST IRON ELECTRODES 
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WILSON No. 97 


All-Position—D.C. 


GENERAL DESCRIPTION 


Wilson No. 97 Cast Iron Electrode has a core 
wire of mild steel with an extruded coating. The 
pink coating acts as a flux, controls the arcing 
characteristics and is low enough in melting 
temperature to allow use of low welding cur- 
rents so desirable in cast iron welding. The de- 
posits are quite smooth and so uniform in con- 
tour as to eliminate any abrupt change in thick- 
ness of sections at the line of fusion which is 
so often encountered when using bare or light 
coated electrodes. The slag is not bothersome 
to the welder and can easily be removed. 


APPLICATION 


This electrode is recommended for the weld- 
ing of cast iron where machineability of the de- 
posit is not of importance. It is not to be used 
when the deposit must be machined (See Note) 
nor should it be used where the deposit is to 
match the parent metal in color and appearance 
for, obviously, a deposit of steel cannot match 
cast iron in appearance. The deposit in all cases 
is of higher tensile strength than the cast iron. 
It bonds well and, because it can be applied 
with comparatively low currents, the hard areas 
at the fusion zone are materially reduced in 
cross section. Some of its applications are weld- 
ing of cylinder blocks and heads, bearing blocks, 
machine parts and large frames. 





WELDING PROCEDURE 


For best results, use reverse polarity (electrode 
positive) with direct current. Do not use straight 
polarity. Alternating current may also be used. 
The cast iron to be welded should always be well 
cleaned. If oil soaked, heating will tend to drive 
out the oil. Vee out all cracks as well as possible 
before welding. When no preheating is being 
used, do not weld continuously. “Skip” welding 
is recommended wherever possible. In any case, 
do not deposit a bead over 2 to 3 inches long at 
any one time. Keep the work cool. Light peening 
immediately after breaking the arc tends to re- 
duce formation of new cracks or continuance of 
old ones. 


These current values are recommended: 


Electrode Amperage 

Diameter Min. Max. 
3/32" 60 95 
1/8” 80 110 
Syao. 110 150 


MECHANICAL PROPERTIES 


This electrode will give higher tensile strength 
and greater ductility than that of the base metal. 
The weld is machinable only when applied to bet. 
ter grade cast iron, and then at lower tool speeds. 


Note: To secure machineable welds on cast iron, elec- 
trodes containing comparatively high percentages of 
nickel should generally be used on the finishing layers 
or passes. 


SPECIFICATIONS 

Standard 
Electrode Average Number of Electrode 
Diameter Electrodes per Pound Length 
3/32" 39 12” 
1/8” 18 14” 
wan ll 14” 





Color of Coating--Deep Pink--End Color—Orange--Spot Color--None 
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WILSON No. 575 


GENERAL DESCRIPTION 


Wilson 575 is a shielded arc, nickel base core wire ele- 
ctrode which has been especially developed for the weld- 
ing of cast iron. It has excellent arcing character- 
istics, and the arc stability, fluidity, and bead con- 
tours obtainable are outstanding. The smooth-flowing 
characteristics and the inherent ductibility of the de- 
posited metal overcome any tendency toward cracking. 
Wilson 575 can be used in all positions on either A.C. 
or D.C. current. 


APPLICATION 


Wilson 575 electrodes are primarily intended for repairs 
to damaged or broken castings, building up worn areas, 
and repairing minor defects in new iron castings. What- 
ever the application may be this electrode will produce 
welds in cast iron that are strong, free from cracks and 
porosity, and machinable. In addition, the colour of 
welds made with Wilson 575 approaches that of the cast 
iron parent metal. 


WELDIN: PROCEDURE 


To prepare a casting for welding remove all oil, grease, 
and dirt from the area to be welded, and take off the 
casting "skin" which contains sand and other impurities 
from the mould. If the weld zone is not thoroughly 
clean, welds are likely to be porous or cracked. Some- 
times castings that have been in service are impregnated 
with oil. Heating to 700°F, is one method of driving 

off the oil and volatile substances in general. Castings 
high in gas content--a result of mistakes in foundry 
practice--can be put into shape by a brief preliminary 
heating to 1000°F, preheating is not required when mk- 
ing welds in castings that do not require machining or 

if the shape or design is such that high stresses are 

aot developed. In cold weather, however, a moderate 
preheat will avoid too rapid cooling which may lead to 
hardness in the area adjacent to the weld. With heavy, 
highly-stressed castings which must meet severe machining 
requirements, preheats in the neighborhood of 600°F. are 
desirable. 


Wilson 575 electrodes can ve used on either A.C. or D.C., 
but when D.C. is used reverse polarity gives better re- 
sults than straight. The following current settings are 
recommended; 


Electrode D.C. Amperage A.C, Amperage 
Diameter Min. Max. Min. Max. 





Slag should be completely removed from each pass before 
starting with subsequent passes. Peening will help to 
reduce stresses in the welded joint. Use a ball-point 
tool and apply many moderate blows, rather than a few 
heavy ones. To retard the cooling rate in heavy castings 
postheating to approximately 600°F. is recommended. Still 
anothe r means is to cover the casting with a blanket of 
heat-insulating material such as asbestos. Where a low 
preheat has been used, an additional bead laid down along 
the rim of the weld will, by its annealing effect, reduce 
hardness at the fusion line between weld and casting. 





NI-ROD 


GENERAL DESCRIPTION 


Ni-Rod is a shielded arc, nickel base core wire electrode 
which has been especially developed for the welding of cast 
iron. It has excellent arcing characteristics, and the arc 
stability, fluidity, and bead contours obtainable are out- 
3tanding. The smooth-flowing characteristics and the in- 
herent ductility of the deposited metal overcome any ten- 
dency towara cracking. Ni-Rod can be used in all positions 
on either A.C. or D.C. current. 


APPLICATION 


Ni-Rod electrodes are primarily intended for repairs to 
damaged or broken castings, building up worn areas, and re- 
pairing minor defects in new iron castings. Whatever the 
application may be this electrode will produce welds in 
cast iron that are strong, free from cracks and porosity, 
and machinable. In addition, the colour of welds made witt 
Ni-Rod approaches that of the cast iron parent metal. 


WELDING PROCEDURE 


To prepare a casting for welding remove all oil, grease, 
and dirt from the area to be welded, and take off the cast- 
ing "skin" which contains sand and other impurities from 
the mould. If the weld zone is not thoroughly clean, welds 
are likely to be porous or cracked. Sometimes castings 





that have been in service are impregnated with oil. Heat- 
ing to 700°F. is one method of driving off the oil and 
volatile substances in general. Castings high in gas con- 
tent--can be put into shape by a brief preliminary heating 
to 100°F. Preheating is not required when making welds in 
castings that do not require machining or if the shape or 
design is such that high stresses are not developed. In 
2old weather, however, a moderate preheat will avoid too 
rapid cooling which may lead to hardness in the area ad- 
jacent to the weld. With heavy, highly-stressed castings 
which must meet severe machining requirements, preheats in 
the neighborhood of 600°F. are desirable. 


Ni-Rod electrodes can be used on either A.C. or D.C., but 
when D.C. is used reverse polarity gives better results 
than straight. The following current settings are recom- 
mended: 


D.C. Amperage A.C. Amperage 
Min Vis x 
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Wilson stainless steel (chromium-nickel) electrodes 
are manufactured in Canada by Air Reduction Canada 
Limited in twelve A.IS.I. types and all grades are 
available with either the D.C. (lime) or the A.C.-D.C. 
(titania) type of flux coating. Also available with the 
D.C. type of coating are five types of straight chrome 
(Chromium steel) electrodes. Wilson stainless steel elec- 
trodes will deposit weld metal having the analysis 
shown and give a perfect color match with base metal 
of the same A.I.S.I. type or chemical analysis. 


The selection of the type of stainless steel electrode 
for a particular application depends largely on the type 
of base <a being welded; as a general rule, an elec- 
trode having an analysis comparable to the base metal 
should be used. Wilson stainless steel electrodes have 
grade or identification numbers which refer to the 
A.1.S.I. code number for deposited metal and the Wilson 
grade number also indicates the type of welding cur- 
rent which may be used. This method of electrode iden- 
tification greatly simplifies selecting and ordering the 
correct Wilson electrode for welding any type of stain- 
less steel. 


WILSON 308 A.C.-D.C. (19% Cr.—9% Ni.) The titania 
type coating gives a very smooth arc for all position 
welding using A.C. or D.C. reverse polarity. Recom- 
mended for welding types 301 to 308 inclusive stainless 
steel sheet, especially when flat bead is desired for ap- 
pearance and to minimize grinding. 


WILSON 309 Cb D.C. (25% Cr.—12% Ni. 1.0% Cb. 
max,) Columbium stabilized for welding stabilized type 
309 stainless and for same work as Wilson 309 D.C., but 
where service temperatures are higher. Lime type coat- 
ing for good penetration on D.C. reverse polarity. 





Stainless Steel Electrodes WILSON, 


WILSON 310 A.C.-D.C. (25% Cr.—20% Ni.) A.S.T.M. 
classification E310-16. Titania type coating. Use A.C. or 
D.C. reversed polarity. Same general applications as 
Wilson 310 D.C. but are is less foreeful and bead has 
flatter contour. 


WILSON 347 A.C.-D.C. (19% Cr.—9% Ni. —.80% Cb.) 
This columbium stabilized electrode with titania type 
coating is for all position welding with A.C. or D.C. re- 
versed polarity. Has same applications as Wilson 347 
D.C. but slightly less penetration and flat bead makes 
Wilson 347 A.C.-D.C. especially suitable for single pass 
welds on type 347 and 321 stainless steel sheet. 


WELDING CURRENT GUIDE 


Electrode 

Diameter Material Thickness Are Amperes 
1/16” 24 ga.—20 ga. 15— 40 
5/64” 22 ga.—l6 ga. 30— 50 
3/32” 18 ga—12 ga. 40— 70 
1/8” 12 ga.—3/16” 65—100 
5/32” 3/16”—1/2” 100—150 
3/16” 3/8” —3/4” 130—1$0 
1/4” 3/8”—Up 210—290 


We carry other Stainless Steel Electrodes 


not listed above. Please refer to the 
"Stainlesssteel Guide” below for further 
information on electrodes available. 


If you are interested in a Manufacturer's 
Catalogue detailing complete instructions 
on Welding Procedure etc, please do not 
hesitate to write for one, 





WILSON “Stainlesteel” GUIDE 


COLOR CODE CHEMICAL ANALYSIS 

WILSON ELECTRODE End Spot Coating cr % Ni % Cc. Max % Other % 
S01. DC GI sea Fick so dives. Yellow Black Green 16.0-17.5 7.0- 8.5 12 
308 DC AGTB DB) i bake ss Yellow None Green 18.5-20.5 9.5-11.5 07 
SOG BCE. CHB. ow ois cre eis ae Yellow None Brown 18.5-20.5 9.5-11.5 .07 
300° MC (GS-12) oe el. Black White Green 22.0-24.0 12.0-13.5 10 
309 AC-DE (26-12) .......... Black White Brown 22.0-24.0 12.0-13.5 10 
309:Cb DC (25-12:-Cb)....... Black Blue Green 22.0-24.0 12.0-13.5 10 Cb 1.0 max 
309 Cb AC-DC (25-12 Cb)... Black Blue Brown 22.0-24.0 12.0-13.5 10 Cb 1.0 max 
310: TE (GB-2O). oe oe ae. Red None Green 24.0-26.0 19.0-22.0 .20 
310 Ree 25-200) ian Red None Brown 24.0-26.0 19.0-22.0 .20 
310 Cb DC (25-20 Cb) ...... Red Blue Green 24.0-26.0 19.0-22.0 .20 Cb 1.0 max 
310 Mo DC (25-20 Mo) ..... Red White Green 24.0-26.0 19.0-22.0 .20 Mo 2% 
SIG HC 1B B) o esses vice Hews Yellow White Green 17.5-19.5 12.0-13.7 07 Mo 2.5% 
316 Pebe (ip-12) She a Rese Yellow White Brown 17.5-19.5 12.0-13.7 .07 Mo 2.5% 
316 Gb DC. (18212 Ch)... ».:- Yellow Green Green 17.5-19.5 12.0-13.7 .07 Mo 2.5% 
316 Cb AC-DC (18-12 Cb) .. Yellow Green Brown 17.5-19.5 12.0-13.7 07 Cb 50% 
317 DC (18-12-3.5 Mo) ..... Yellow Brown Green 18.5-20.5 13.0-14.5 .06 Mo 3.5% 
317 Ree” (18-12-3.5 Mo) Yellow Brown Brown 18.5-20.5 13.0-14.5 .06 Mo 3.5% 
930° DC @S3Me.........-. Green None Green 15.0-16.0 35-0-36.0 15 

7 DC (19 MMR (ce oc ss Yellow Blue Green 18.5-20.5 9.5-11.5 07 Cb 80% 
oar Pepe’ ecb) eS Yellow Blue Brown 18.5-20.5 9.5-11.5 07 Cb 80% 
410 DC (12 €m &.......... Grey Brown Green 12.0 oe 10 Mo .50% 
430 DC (16) C@ae........-:. Grey Green Green 16.0 — 10 
a6 DC (20° Gait. se Grey Yellow Green 28.0 — 10 
Soo DOC (8 Oia... .....55. Grey Blue Green 4.0- 6.0 — 10 Mo .50% 
505 DC @'G@tyee... 6... Grey White Green 8.0-10.0 — 10 Mo 1.50% 
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TIMANG 
FOR HIGH MANGANESE OVERLAYS ON STEEL 
ALSO FOR WELDING MANGANESE STEEL 


GENERAL DESCRIPTION 


Timang nickel manganese electrodes can be furnished 
either bare or with an extruded coating. The core wire 
contains approximately 5% nickel and 14% man- 
ganese. They will deposit a flat, smooth bead and, 
when properly applied, there will be no cracks in the 
surface. The deposited metal will be tough and have a 
high resistance to wear and impact. Toughness and 
hardness increase with impact. Brinell hardness ranges 
from 185 to 200 when applied and increases to 450 
(Rockwell C 45) or higher under service. 


APPLICATION 


For welding and building up parts of manganese 
steels and castings, or carbon steels and castings, such 
as on conveying, crushing, grinding, pulverizing, blast 
furnace, coke plant, rolling mill and excavating equip- 
ment; also for use on dredge parts, railroad car cast- 
ings, crossings, frogs, guard rails, switches, etc., and 
for surfacing cast iron to provide wear resistance. 


Use current values as low as possible, consistent with 
good penetration. When welding with D.C., use reverse 
polarity (electrode positive) on either bare or coated 
type. The coated type only is recommended for A.C. 
welding. 


SURFACING 
The surface to be built up should be ground to re- 
move the work-hardened area as well as rust, grease 
and other foreign matter. Cracks too deep for removal 
by grinding may be removed by gouging with a cutting 
torch, care being taken to go below the bottom of the 
crack. 


Each bead should be not more than 3” long, rather 
wide, applied in a semi-circular motion and not over 
3/16” thick. The crater should be kept filled by making 
and breaking the arc. The beads of each layer should 
be deposited at right angles to the beads of the preced- 
ing layer. Thoroughly clean each layer with a wire 


/ brush before depositing a succeeding layer. Peen each 
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bead immediately while hot in order to prevent check- 
ing caused by shrinkage stresses. The extent of peening 
should be such that the deposited metal becomes 
smooth and shiny. Wear resisting surfaces can also be 
made on east iron with these electrodes if this proce- 
dure is followed. 


WELDING 


In making strength welds in manganese steel to car- 
bon steel, or manganese steel to manganese steel, pre- 
pare the crack or break before welding by torch cutt- 
ing, chipping or grinding a “V” clear through. The 
width of the ““V” at top should not exceed the thickness 
of metal. Scale, dirt, oxide or oil should be thoroughly 
removed by grinding and wire brushing. 


The back-step method of welding is recommended. 
With preferably a 5/32” electrode in most cases, de- 
posit a layer or bead not more than 2” long. Each 2" 
step should be built up to the full height of the “Vv”: 
before starting the next step. Succeeding steps should 
be made in direct sequence. Peening each layer or 
bead as soon as it is deposited is necessary to relieve 
contraction stresses. (Manganese steel contracts %” 
more per foot than carbon steel and the thermal con- 
ductivity is approximately one-seventh that of carbon 
steel, which indicates that contraction stresses are con- 
fined almost entirely to the deposited metal.) 


The following current values are recommended: 


Electrode Amperage 
Diameter Min. Max. 
1/8” 80 110 
5/32” 110 150 
3/16” 150 175 
1/4” 175 225 
SPECIFICATIONS 
Standard 
Electrode Electrode 
Diameter Length 
Coated Bare 
1/8” 14” 18” 
5/32” 14” 18” 
3/16” 14” 18” 
1/4” 14” 18” 


D. ACKLAND & SOR, 
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WILSON No. 110 
FOR RESISTANCE TO SHOCK AND SLIDING ABRASION 


All Position 


APPLICATION 


This electrode is intended for building up steel sur- 
faces to resist shock and abrasion. The deposited metal 
is air-hardening and possesses considerable toughness, 
along with relatively high hardness. It is particularly 
suitable for building up parts subjected to rolling or 
sliding abrasion rather than repeated impact. The fol- 
lowing is a list of typical refacing applications, tabu- 
lated as a guide only: 


Building up Rail Ends Grouser Plates 
Scraper Blade Skid Shoes Track Rollers (Steel) 
Snow Plow Shoes Crusher Jaws 
Caterpillar Rolls Crusher Cones 
Track Tamping Tools Raker Bars 

Truck Pedestals Furnace Rams 
Tractor Shoe Rails ’ 
Cast Steel Brake Rigging—Ball and Socket Type 


Approximate hardness values obtained with deposits 
on medium carbon steel and ground to a smooth sur- 
face are shown below: 


1 Layer 2 Layers 3 Layers 
Rockwell C 20-26 35-41 42-48 


When shaping or finishing of the deposited metal is 
necessary, this can only be accomplished by means of 
a grinding operation since the deposit is not machin- 
able unless it is annealed. 


WELDING PROCEDURE 


This electrode operates equally well on alternating 
or direct current. When using direct current, either 
polarity can be used although for the best results re- 
verse polarity is recommended. 


The following current values are recommended: 


Average 
Number of 
Electrode Electrodes Voltage Amperage 
Diameter per Pound Min. Max. Min. Max. 
1/8” 15 22 28 125 150 
5/32” 10 24 30 150 200 
3/16” 7 26 32 175 250 
1/4” 4 28 34 200 350 


WILSON No. 10S.A. AND 10L.C. 
FOR A WORK HARDENING DEPOSIT THAT IS MACHINABLE AS WELDED 


GENERAL DESCRIPTION 


These electrodes are made in two popular coatings, 
Wilson No. 10 SA (Shielded Arc) for smooth deposits, 
and Wilson Neo. 10 LC (Light Coated) for high build 
up beads. Deposits from both electrodes are soft and 
machinable in the ‘as welded’ state but work harden 
rapidly in service to form an extremely tough, durable, 
wear-resistant surface that stays on no matter what the 
abuse. Core wire contains not more than .17 carbon and 
BE WeRe 442% and 5%4% nickel. Slag is easily remov- 
ed. 


APPLICATION 


These electrodes are particularly recommended for 
use on ere v that is subject to wear from rolling 
friction and for all types of hard facing where a 
machinable deposit is nite: Applications include 
mine car wheels, mine loader wheels, cast steel crusher 
swing jaws, worn shafting, worn or broken gear teeth 
(not cast iron), battered rail ends, and numerous road 
machinery parts. 


WELDING PROCEDURE 


When welding wheels or rollers either transverse or 
circumferential beads may be applied. When using 
transverse beads the wheel should be rotated frequent- 
ly to spread the heat evenly. Rollers with bearings or 
bushings should be immersed in water. When welding 
on circumferential beads, every bead should be started 
about 6 in. further along the circumference than the 
start of the previous bead so that weld craters, the 
weak point of the weld, will not occur in a straight 
line across the face of the wheel where contraction 
stresses accumulate. 


Sometimes single pass deposits on high carbon steels 
will be hard to machine due to the carbon pick-up from 
the base metal. However, subsequent passes will be 
machinable and the heat from these passes will have a 
beneficial annealing effect on the fusion zone of the 
first pass. 


Straight or reverse polarity is used, approximately 
the same amperage as for equivalent diameters of mild 
steel. 


SPECIFICATIONS 
WILSON No. 10 SA (Shielded Arc) 
Standard 
Electrode Average Number of Electrode 
Diameter Electrodes per Pound Length 
1/8” 19 14” 
5/32” 12 14” 
3/16” 8 14” 
1/4” 2 14” 
WILSON No. 10 LC (Light Coated) 
Standard 
Electrode Average Number of Electrode 
Diameter Electrodes per Pound Length 
1/8” 20 14” 
5/32” 13 14” 
3/16” 9 14” 
1/4” 5 14” 


Wilson No. 110 Color of Coating-Dark Gray-End Color-Brown-Spot Color-Green 


308 


“THE WELDING SUPPLY HOUSE OF THE WEST” 





Hard Facing Electrodes 


WILSON No. 588 


FOR HARDFACING DEPOSITS TO RESIST ABRASION 
AND SEVERE IMPACT 


GENERAL DESCRIPTION 


This electrode is manufactured by means of the ex- 
trusion process, with a gray colored low hydrogen type 
coating. The electrode bears no identifying color mark- 
ings since to date no universal specification or color 
code has been established for electrodes having work- 
hardening characteristics. It is furnished in 1/8”, 5/32”, 
3/16” and 1/4” diameters, each 14” long. 


The coating is sufficiently high in alloy content to 
give a deposit having a minimum composition of 10% 
chrome and 1% carbon. After being fused in the are, 
the coating gives a dense, brittle, easily removed slag 
that completely covers the deposit. 


Deposits are essentially austenitic but by cold work 
or slow cooling the deposits are transformed into a very 
hard, abrasion resistant martensite. Slow cooling trans- 
forms the entire deposit into martensite, whereas only 
the surface is transformed by cold work. As continued 
wear removes the hard surface, cold work transforms 
more austenite into martensite, so that there is always 
a hard abrasion resistant surface on a comparatively 
soft, ductile sub-surface which absorbs shock and pre- 
vents the hard brittle surface from flaking off as it 
would were the entire deposit hard. 


MECHANICAL PROPERTIES 


Rockwell C Hardness 


Electrode 

Diameter 1 Layer 2 Layers 3 Layers 
1/8” 46 45 34 
5/32” 43 38 36 
3/16” 44 36 31 
1/4” 47. 33 29 


Single layer deposits, due to dilution from base metal 
pickup, are harder than the two or three layer deposits. 
Severe pounding or battering will work-harden the 
surface of the deposits to approximately 52 Rockwell 
Co 


The welding current, temperature and analysis of 
the base metal, and welding conditions can materially 
effect the analysis of the deposited metal. However, a 
typical chemical analysis of undiluted weld metal 
shows the following: 


Chrominmy 3. e5)./5 10.47% Molybdenum ..... .03% 
Carbon! ne fs ae 1.03% Manganese ....... 40% 


With proper hardfacing technique, each pound of 
electrode will cover an area of approximately 32 square 
inches to a depth of 1/16”. 


APPLICATION 


These electrodes are especially designed for building 
up or facing areas requiring abrasion or impact resist- 
ance where service conditions are such that the de- 
posit work-hardens. The work-hardening characteris- 
tics of the deposits of these. electrodes makes them an 
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excellent material for facing manganese steel equip- 
ment. Applications for which these electrodes are 
ideally suited are tabulated as a guide only, since these 
applications are numerous: 


Bucket Lips 

Roll Crushers 
Scarifier Teeth 
Gyratory Crushers 
Wobblers 
Coupling Boxes 


Hammer Mills 

Dipper Teeth 

Tractor Grousers 
Crusher Jaws 

Rock Crusher Hammers 
Spindles 


WELDING PROCEDURE 


This all-position electrode operates equally well on 
either Alternating or Direct Current, reversed polarity. 
With proper manipulation of the electrode, a thick de- 
posit may be made with a short are and a uniform, 
smooth, thin deposit may be made with a long arc. 


The current ranges given below are sufficiently broad 
to cover most applications. However, it should be rea- 
lized that welding conditions will govern the current 
employed. 


Electrode D.C. A.C. 

Diameter Amperes Amperes 
1/8” 80-130 90-140 
5/32” 120-170 130-190 
3/16” 140-225 160-250 
1/4” 225-350 250-385 


When using these electrodes a medium long arc will 
generally produce best results. The are length best suit- 
ed for a particular application can be determined read- 
ily by a series of brief tests, which consist of burning 
the electrode at various are lengths and observing the 
result of arc length on the deposit. It will be noted that 
a fine spray type are with no explosive interruptions 
in the arc stream may be obtained with a medium long 
arc. This arc may be easily controlled and directed so 
that it is possible to apply very thin, smooth, hole-free 
deposits. 


It will be found that slag removal is not necessary to 
complete wide, weaving beads, since the arc force is 
sufficient and the nature of the slag is such that the 
previously deposited slag is easily penetrated and float- 
ed to the surface. The speed of travel and current used 
will be determined largely by the depth of deposit de- 
sired and the welding conditions. 


For best results the hardfacing procedure employed 
should be that which will keep the base metal as near 
a constant temperature as possible. For example, if the 
application is on the end of a part, facing should be 
started at the corner and the electrode weaved diagon- 
ally across the section at an angle of 45° to 60° with 
the edge. The result is a system of fairly narrow beads 
which overlap slightly. 


D.ACKLAND & SOR. 
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STOODY SELF HARDENING 


FOR RESISTANCE TO 


IMPACT 


Bare for D.C. Application; Coated for A.C. or D.C. Application 


GENERAL DESCRIPTION 


A prefabricated electrode of carefully-selected alloys 
in granular form contained in a tube formed of mild 
steel strip. When it is applied both steel and alloys are 
melted, forming hard, wear-resisting, homogeneous de- 
posit of unusual toughness. It is economical, easy to 
apply and can be forged without loss of hardness or 
danger of cracking if forging is done at red heat. 


APPLICATION 


The Stoody Self-Hardening deposit is tougher than 
most hardfacing overlays and is, therefore, suitable for 
applications subjected to severe impact and abrasion. 
Recommended for covering large areas, it is ideal for 
hardfacing manganese steel and for use where the de- 
posit must be forged. 


Common uses include hardfacing and building up 
worn areas of shovel teeth, manganese steel crushing 
equipment, wobblers, clutches, spindles, coupling boxes, 
etc. 


WELDING PROCEDURE 


Stoody Self-Hardening can be used in all positions 
and is furnished either bare, for D.C. application, or 
coated, for D.C. or A.C. application. It is applied with 
reverse polarity, electrode positive. The general method 
of applying is similar to that used with mild steel elec- 
trodes. 


Bare Stoody Self-Hardening is used when working 
against a copper form or when it is desirable to apply 
an unusually heavy layer with one pass. For maximum 
wear resistance, it should not be applied in multiple 
layers. Depth of deposit should not exceed %4”. If 
greater thickness is required, a high-carbon build-up 
rod should be used with an overlay of Stoody Self- 
Hardening 1/16” to 1/4” thick. A deposit 1/8” to 3/16” 
thick is most desirable. 


Coated Stoody Self-Hardening can be applied in as 
many as three layers without too much loss of hardness 
provided high amperage (200 amperes for 3/16” elec- 
trode and 250 amperes for 1/4” size) is used. After the 
third layer, however, hardness drops rapidly with ap- 
plication of each succeeding layer, due to lack of 
penetration and mixing with the base metal. 


These current values are recommended: 


Amperage 
Electrode Coated Bare 
Diameter Min. Max. Min. Max. 
1/8” 100 150 ae bd 
3/16” 150 200 150 200 
1/4” 200 250 200 250 


MECHANICAL PROPERTIES 


The Stoody Self-Hardening deposit will range in hard- 
ness from Rockwell C 51 to Rockwell C 55, dependin 
upon method of application, type of parent metal an 
thickness of deposit. 


STOODY SELF-HARDENING 21 
FOR RESISTANCE TO ABRASION 


GENERAL DESCRIPTION 


Stoody Self-Hardening 21 is a fabricated hard-facing 
electrode consisting of a steel tube containing accurate- 
ly measured and mixed granular alloys. Alloys consist 
of Chromium, Manganese, Silicon, Zirconium, and Car- 
bon. Total alloy content of the rod is 21%. Stoody Self- 
Hardening 21 is made in both bare and coated form 
for electric application. 


APPLICATION 


Stoody Self-Hardening 21 bonds well with all types 
of ordinary steels as well as manganese steel and cast 
iron and should be used in downhand position only. 
Due to its high alloy content this electrode is particu- 
larly suited to applications'involving severe abrasion 
and moderate impact such as tractor lugs, tampers, 
dredge pump casings, bulldozer blades, dipper lips, 
mullers, crushers, impellers, etc. 


MECHANICAL PROPERTIES 


Extensive field tests indicate Stoody Self-Hardening 
21 offers by far the best wear resistance of any rods in 
the low-price bracket. Due to its high alloy content de- 
posits are virtually unaffected by cooling rate or sub- 
sequent heat treatment. Deposits are not forgeable. De- 
posit hardness averages—Rockwell C 55. 


WELDING PROCEDURE 


As a bare electrode, Stoody Self-Hardening 21 has 
very good welding characteristics and will deposit a 
smooth, dense bead at a very rapid rate. The light 
graphite type coating helps in giving the electrode ex- 
cellent are characteristics with no slag interference or 
subsequent slag removal problems. The rod will oper- 
ate equally well on both A.C. and D.C. machines. 


Although deposits may show surface checks, in no 
case will checks result in spalling; and on the jobs 
suitable for Stoody Self-Hardening 21 checks will not 
be detrimental. For maximum wear resistance single 
layer deposits are recommended. 


SPECIFICATIONS 
Stoody Self-Hardening 
Coated Bare 
1/8” x14” 3/16”x14” 
3/16”x14” 1/4” x14” 
1/4” x14” 

Stoody Self-Hardening 21 
Coated Bare 
1/8” x14” 3/16”x28” 
O/ 32) x14” 1/4” x28” 
3/16”x14” 3/8” x28” 

1/4” x14” 
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TUBE BORIUM—FOR SEVERE ABRASION 





Electrodes 


For A.C. or D.C. Application—Reverse Polarity 


GENERAL DESCRIPTION 


A fabricated electrode composed of particles of bori- 
um (a tungsten carbide) in a tube of mild steel strip. 
The size of the borium particles depends upon the dia- 
meter of the electrode. The electrode has a graphite 
coating and the borium particles are coated to protect 
them from the intense heat of the arc. When the Tube 
Borium is applied, the particles do not melt but are 
flowed along the surface of the parent metal with the 
molten steei sheath. When the deposit solidifies, the 
borium particles are evenly distributed in the deposit, 
forming an extremely hard surface, heterogeneous in 
structure. Since the particles of borium embedded in 
the steel matrix are almost diamond-like in hardness, 
this material cannot be tested on any standard hardness 
scale. 


WELDING PROCEDURE 


Tube Borium can be applied with A.C. or D.C. re- 
verse polarity (electrode positive). Low amperage 
should be used to minimize dissolving of tungsten car- 
bide particles. The characteristics of the deposit will 
be the same regardless of whether it is applied as a 
positive or negative electrode. 


The following amperages are recommended for 
average conditions: 


Amperage 
Size of Electrode Min. Max. 
1/8” 80 100 
5/32” 100 120 
3/16” 120 150 
1/4” 150 175 


APPLICATION 


Tube Borium is recommended for hardfacing all 
types of equipment which are subjected to severe abra- 
sion. It is especially suitable for hardfacing cutting 
equipment and equipment requiring a serrated edge. 
A few of the more common uses include application 


to rotary drilling bits, power shovel teeth, road rippers, 
scarifier teeth, bean knives, horseshoes, tire chains, 
ditcher teeth, bulldozer blades and tips, mill ham- 
mers, dredge pump cutters, muller plows, post hole 
diggers, etc. 


A.C.-D.C. BOROD 
For A.C. or D.C. Application—Reverse Polarity 


APPLICATION 


Borod is recommended for hardfacing all types of 
equipment which is subjected to severe abrasion. Since 
it can be applied very thinly and with a minimum 
amount of heat, it is particularly suited for facing thin 
surfaces as well as parts of eauipment requiring thin 
applications. While the borod particles are extremely 
brittle, the deposit, if applied thinly, possesses unusual 
toughness and will withstand impact. 


Some of the more common uses include application 
to plowshares, cane knives, beet rooters, shovel teeth, 
scarifiers, coal mining machine bits, cultivator discs, 
hand tools, lathe centers, subsoiler teeth, mixer blades, 
ensilage cutters, grader blades, etc. 


Borod deposits will average well above Rockwell C 
60 hardness. 


STOODY=-Nos. 1 and 6 


Rockwell "C" Hardness; Stoody 6 


(41 to 43) 


Stoody 1. (53 to 55) 


FOR RESISTANCE TO HEAT, CORROSION, IMPACT AND ABRASION 
APPLICATION 


These electrodes are primarily intended for hard 
facing heavy pieces of equipment that are subjected 
to heat, corrosion or impact as well as abrasion. They 
are also used for hard facing intricately shaped parts 
such as dies. Typical applications include vegetable oil 
expeller parts, fish oil expeller parts, blast furnace 


bleeder valves, hot trimming dies, heavy mill guides, 
stoker screws, heavy hot punches, capstans, heavy 
blades for cutting scrap, heavy blades for shearing hot 
steel, blowing engine gas valves and seats, blanking 
dies, large refractory dies, forming dies, coke oven 


push shoes, hot clinker conveyor screws, etc. 


STOODITE—FOR SEVERE ABRASION 


For A.C.-D.C. Application—Reversed Polarity 
APPLICATION 


Stoodite may be used for hardfacing all parts sub- 
ject to earth abrasion or metal to metal friction where 
impact is comparatively light and abrasion is severe. 


While not recommended as a corrosion-resistant al- 
loy, the deposit will withstand corrosion better than 
most steels and Stoodite may be used safely where 
slight corrosive action is encountered in connection 
with severe abrasion. 


The deposit has a low coefficient of expansion and 
polishes with use. For this reason, it is particularly suit- 
ed for bearing surfaces, pump sleeves and other ap- 
plications requiring smooth, highly polished surfaces. 
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Being a red hard metal, it has also been used suc- 
cessfully on certain types of hot-working equipment 
such as flying shears, pinch rolls, ete. 


The following suggested applications serve to illus- 
trate the uses for which A.C.-D.C. Stoodite is particu- 
larly adapted. 


We can supply you with a Manufacturer's 
catalogue detailing all information on 
the above electrodes. Please do not 
hesitate to write for one. 


D.ACKLAND & SOR. 
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BRONZE ELECTRODES 





FOR WELDING BRONZE, BRASS, COPPER, STEEL, CAST IRON 
AND MALLEABLE IRON IN ALL POSITIONS 


PHOS-TRODE 
GENERAL DESCRIPTION 


Phos-Trode is a heavy coated, shielded arc electrode 
which produces a soft, spray type are similar to that 
obtained with a mild steel electrode. It conforms to 
A.W.S.-A.S.T.M. Specification ECu-2A and can be used in 
all positions, flat, vertical and overhead. 


WELDING PROCEDURE | 


This electrode should be used with a D.C. welding 
machine on Reverse Polarity, electrode positive, work 
negative. A fairly short are should be held at all times, 
but the are should never be so short that the coating 
touches the molten puddle. Weave as required. Current 
should be on the low side of the ranges given for weld- 


ing malleable, cast iron and steel where a brazing bond 
with low penetration is desired to eliminate excessive 
dilution from the base material. For welding the tin 
bronzes, use currents in the middle of the ranges. In 
welding the high zinc brasses, currents at the high side 
of the ranges are recommended. Clean the slag thor- 
oughly from each bead before continuing with subse- 
quent beads, or layers. 


Vertical welds should be made by welding from the 
bottom up. Where joints are tight, use a 4%” diameter 
size. For joints with a normal spacing 5/32” diameter 
electrodes can be used successfully. For overhead weld- 
ing use only %” diameter electrodes on the initial 
“root” layer. Stringer beads are recommended in order 
to keep the molten puddle as small as possible. A wide 
weave bead is not recommended. 5/32” rods may be 
used for finish beads where the welds are made in 
several layers. 


Color of Coating--Grey--Holder End Tip--Silver 


FOR WELDING BRASS, BRONZE & LIGHT GAUGE COPPER 


WILSON No. 20 S.A. 
WILSON No. 20 BARE 


GENERAL DESCRIPTION 


Wilson No. 20 Shielded Arc, Bronze electrode has a 
heavy extruded coating which provides good arc charac- 
teristics . Wilson No. 20 Bare rod has the same core 
wire as the coated rod and is particularly adapted for 
use with the carbon arc. 


APPLICATION 


Both electrodes can be used for the welding of brass, 
bronze, and light gauge copper. Deposits from these 
electrodes provide good bearing surfaces and they are 
widely used for building up worn bronze _ bearings. 
Other uses include building up and filling in bronze 
castings. 


WELDING PROCEDURE 


For metallic are welding use reverse polarity: The 
piece to be welded should be preheated to a point 
where the electrode will readily penetrate or fuse in 
with the parent metal when the arc is struck. It is of 
vital necessity to peen the deposited metal while hot. 
The best way is to peen after each length of electrode 
has been deposited and brush off thoroughly with a 
wire brush. In this way perfect welds may be built up 
to any practical height. Wilson No. 20 can also be suc- 
cessfully used with the carbon arc on straight polarity. 


For best results the following amperage should be 


used. 
SGrueren Min Max, 
1/8” 100 120 
5/32” 150 180 
3/16” 200 225 
1/4” 250 300 


EVERDUR 1010 
FOR WELDING COPPER, COPPER TO STEEL, GALVANIZED & TINNED STEEL 


GENERAL DESCRIPTION 


Everdur 1010 welding rod is a copper-silicon alloy 
which has excellent welding characteristics, and high 
resistance to many corroding gases and liquids. 


WELDING PROCEDURE 


Carbon Arc Welding of Everdur sheets, plates and 
castings is accomplished with a short arc, and joints 
should be bevelled for best results. A suitable are weld- 
ing flux can be prepared using 90% fused borax and 
10% sodium fluoride mixed with water-free alcohol. 
This flux should be painted lightly on rods and work 
before welding. When used for welding copper this rod 
should be used in the horizontal position and grooved 
back-up bars are recommended. In multiple pass work 
always start succeeding passes away from end of pre- 
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ceding pass to avoid cracking. Relatively high currents 
and a long arc are required for copper welding. In 
welding copper and Everdur tw steel, flux should be 
generously applied to rods and the work. On thin sec- 
tions care must be taken that enough weld metal is de- 
posited to cover the steel under the are and keep it 
from being melted. On heavier sections, frst coat the 
steel with about a 4%” deposit of Everdur and then pro- 
ceed as in welding Everdur to Everdur. In lining steel 
vessels thin copper or Everdur sheets are spaced about 
Ys” apart and tack welded at about 4” to 6” intervals. 
Plate edges are then welded and finally a third pass is 
made between the two adjacent edge welds which fuses 
to each side. Slot welds are preferred to plug welds for 
joining the sheet to the steel since they will not crack 
if they are made 1” or more in length. Supplied in 
1/16”, 3/32”, 1/8”, 5/32”, 3/16” and 1/4’ °x. 36”. 
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WILSON No.50 FOR ALUMINUM WELDING 


Flat, Vertical or Overhead—D.C. 





SS 


GENERAL DESCRIPTION 


Wilson No. 50 is a shielded arc electrode with heavy 
dipped coating. This coating provides a low melting 
point flux which dissolves the oxides readily, causing 
them to float to the surface without pitting the weld. 
Welding with this electrode will not discolor base 


metal. 


APPLICATION 


Wilson No. 50 electrodes may be used with very 
satisfactory results for welding assemblies of alumin- 
um sheets, plates and extrusions of weldable analyses. 
However, those alloys which achieve high strength and 
other mechanical properties by heat treatment will be 
adversely affected as the welding heat destroys the 
effects of heat treatment adjacent to the weld. 


Color of Coating--White--End Color--White--Spot Color--None 


AMPCO-TRODE 


FOR WELDING ALUMINUM BRONZE, MANGANESE BRONZE 
AND CAST IRON 


Flat or Horizontal—Reversed Polarity 


Ampco-Trode 10 is a general purpose aluminum 
bronze electrode with a shielded arc type of coating, 
mottled gray in color. Blue color tipping on holder end 
is used for identification purposes. Sizes available in- 
clude 1/8” to 3/16” diameters in 14” lengths and 1/4” 
to 1/2” diameters in 18” lengths. 


This electrode is designed to provide deposits having 
the desirable properties of aluminum bronze, especially 
its high strength, hot ductility and corrosion resistance. 


One of the principal applications for No. 10 is are 
welding standard manganese bronze conforming to 
Federal Specification QQ-B-726b or Navy Specification 
49-B-3e, commonly used for marine propellers and fit- 
tings, machine parts and general bronze applications 
where good strength and resistance to corrosion com- 
bined with high ductility are the major requirements. 
Deposits made with No. 10 are superior to standard 
manganese bronze with respect to corrosion resistance 
and are equal in strength, hardness and ductility. 


Color of Coating--Grey--Holder End Tip--Blue 


FOR ALUMINUM BRONZE OVERLAYS 
TO RESIST SHOCK, IMPACT, WEAR & CORROSION 


Ampco-Trode 160—This electrode has a grey coating 
and is tipped red. It has high ductility and tensile 
strength combined with good bearing properties. 
Wherever a bronze electrode is required for fabrication 
purposes necessitating higher physicals than those ob- 
tainable with Ampco-Trode 10, it is specifically recom- 
mended that Ampco-Trode 160 be used. This electrode 
has many properties which make it suitable for bearing 
service, among them a high resistance to “squashing 
out’. In addition it is resistant to commercial acids and 
salt water. Average Brinell Hardness is 160. 


Ampco-Trode 200—This electrode has a grey coating 
and is tipped black. It is designed with that analysis of 
aluminum bronze having the highest hardness and ten- 
sile strength possible while still retaining good duc- 
tility. This electrode is unsurpassed for bearing over- 
lays where extreme wear is predominant, and in all 
fabrication involving drastic wearing conditions, es- 
pecially under heavy pressure. It is also recommended 
for those applications of corrosion or acid resistant con- 
struction where extreme resistance is more important 
than ductility in the welded joint. Average Brinell 
Hardness is 200. 
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Ampco-Trode 250—This electrode has a grey coating 
and is tipped yellow. It produces a high Brinell Hard- 
ness, 250, but has low elongation. Although its yield 
strength and hardness are higher than that of Ampco- 
Trode 200, its tensile strength and ductility are lower. 
These characteristics make this electrode adaptable to 
those extreme bearing applications having tremendous 
pressures operating against hardened steel surfaces. 
A feature of this electrode is its freedom from galling 
and scuffing the mating part. Typical applications in- 
clude heavy-duty bushings, bearings, gears, and slides 
which operate against hardened surfaces. 

Ampco-Trode 300—This electrode has a grey coating 
and is tipped white. It is the hardest of the five Ampco- 
Trode grades with a Brinell rating of 300. Yield 
strength is also high but tensile strength is lower than 
the other grades and ductility is zero. The hardness, 
bearing properties and wear-resistance which are char. 
acteristic of this rod make it ideal for overlaying draw- 
ing and forming dies such as are used in forming and 
drawing carbon or stainless steels. Dies made with this 
electrode are free from scratching and galling, and die 
marks are almost completely eliminated. 
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OXY-ACETYLENE WELDING RODS 


MILD STEEL WELDING RODS 
DASCO NORWAY IRON 


A cleaning flowing Mild Steel welding rod 


for welds requiring and exceptionally 
high ductility with good strength for 
fabrication and repair of mild steel 


parts. 
Sizes: 1/16, 3/32, 1/8, 3/16, 1/4. 
HIGH CARBON RODS 


DASCO CRUSCA SIMPLEX 

For welding where ductility and high 
tensile strength is required for medium. 
high carbon, and alloy steels. 

Sizes: 3/32, 1/8, 3/16, 1/4. 


DASCO CAST. IRON 

For welding grey cast iron of all kinds. 
It deposits a fine grain weld metal as 
strong as a casting, and is easily mac- 
hined. 
Sizes: 1/8, 3/16, 1/4. 
BRONZE WELDING RODS 


DASCO BARE BRONZE 


A very low fuming high tensile strength 
Bronze rod giving a very high quality 


deposit. It melts rapidly, flows freely 
tins easily and solidifies quickly. 
Sizes: 3/32, 1/8, 3/16, 1/5 

Sizes: 3/32, 1/8, 3/16, 1/4. 


DASCO COATED BRONZE 

A flux coated, very low fuming bronze 
for high strength, high ductility and 
resistance to wear. Pre-heating assures 
using exactly the right amount of flux 
and speeds up welding since the oper- 
ator can give his undivided attention 

to depositing the rod metal without 
stopping to dip the hot rod in the flux 
can, 


Sizes: 3/32, 1/8, 3/16, 1/4. 


ALUMINUM WELDING RODS 


DASCO NO. 50 

Flux coated for sheet and cast alum- 
inum. This rod has a low melting point 
which contracts very little during 
solidification. 

Sizes:  3/S2)1/8; 5/52, 3/16. 
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HARD FACING RODS 


STOODY SELF HARDENING BARE 

A hard facing weld rod used on equip- 
ment which is subjected to impact and 
abrasion. 

Sizes: 1/8, 3/16, 1/4. 


TUBE BORIUM BARE 

For hard facing all types of equipment 
subjected to abrasion, in combination 
with corrosion, heat and impact. 
Sizes: BS SIS Tie. 


BARE STOODY 

For all types of severe wear caused by 
sliding friction. 

Sizes: 1/8, 3/16. 


BOROD BARE 

For all types of equipment where sever- 
est earth working, drilling or scraping 
conditions exist. 

Sizes: L/S, B/S2i°3/16% 


WHITE METAL WELDING RODS 


ALLADIN RODS 

For welding of white metal, brazing and 
soldering of aluminum. 

Sizessi \/ls, 1/87 35/16, 3/4. 


SILVER SOLDER 


EASY FLO 35 

An easy flowing silver solder which will 
make strong joints on small parts--both 
ferrous and non-ferrous: Melting point 
1125 degrees F, Flow point 1295 degrees 
te 


EASY FLO 45 

Low melting point for joining ferrous 
and non-ferrous metals and alloys. 
Melting point 1125 degrees F. Flow 
point 1145 degrees F, 


SILFOS 

Alloy of copper silver and phosphorus 
for joining copper and copper base 
alloys, where a more ductile joint is 
required. Melting point 1185 degrees F,. 
Flow point 1300 degrees F, 
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